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Abstract : This paper examine a practical method necessary to measure the run-out of the aero static bearing by 
multi-step method. It is impossible for reasons of the bearing structure to measure the run-out of the aero static 
bearing directly. Therefore multi-step method is used.The construction of measurement system and evaluation 
method are necessary to practically use multi-step method. In this study, examined an original evaluation method 
experimentally. As a result, high-precision measurement of the run-out became possible. In addition, We clarified 
the most suitable parameter (Number of step) in multi-step method. 
 
















































Radial bearing Thrust bearing 
Number of inherent 
orifice restrictor 2×12 
Number of inherent 
orifice restrictor 12 
Clearance 10μm Clearance 20μm 
Diameter of inherent 
orifice restrictor  0.2mm 
Diameter of inherent 
orifice restrictor 0.25mm 
Load capacity 309.7N Load capacity 1862.0N 



































































































𝐸𝐸(𝜃𝜃)= ∑{Cn cos(nθ) +Dnsin(nθ)}
∞
n=1
  (θ=0～2π)   (2) 
 
𝐹𝐹(θ)= ∑{An cos(nθ) +Bnsin(nθ)} (θ=0～2π)
∞
n=1
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いことが分かる．30 分間の温度変化は 0.13℃に抑えられた． 
  
 
図 3 サーマルチャンバー 
 
 




































Inside of chamber 



















































































5.1  回転誤差の測定結果 
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(a) 初日 の回転誤差           (b) 一ケ月後の回転誤差 
 




図 7 回転誤差の比較 
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